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1
ROLL COVERING WITH IMPROVED
DYNAMIC PROPERTIES AND GOOD
RECOVERY PERFORMANCE

This application is a 371 of PCT/EP203/051313 filed 24
Jan. 2013.

BACKGROUND OF THE INVENTION
Field of the Invention

The present invention relates to a roll covering that is in
particular suitable for a roll for the treatment of a paper web,
paperboard web, or any other web of fibrous material in a
machine for the production and/or finishing of same, to a
process for the production of this roll covering, to a roll
encompassing this roll covering, and to the use of this roll.

Many steps in papermaking use rolls, and in particular
rubber rolls with a resilient surface, for example during sheet
formation in the wire section of the papermaking machine,
during draining in the press section of the papermaking
machine, and during coating, drying, and calendaring in the
final section of the papermaking machine. Many of the rolls
used during papermaking are pressed against a counter roll
during operation, while a web of fibrous material or a paper
web is passed through the nip formed between the roll and the
counter roll. In a film press by way of example used for the
surface treatment of paper webs a film made by way of
example of size or coating slip is produced for example by
means of doctoring rollers on applicator rolls rotating at high
speed, and is transferred in the nip onto the paper web passed
through the nip. Rolls of this type are exposed to enormous
loads during their use, and therefore have to comply with
many mechanical and dynamic requirements. In particular,
these rolls have to have not only good mechanical properties,
such as high tensile strength and ultimate tensile strength,
abrasion resistance, tear strength, compressive strength, and
impact resistance, but also excellent dynamic properties, par-
ticular examples being low hysteresis and low tan 9, inter alia
in order to minimize heat buildup during operation of the roll.
These rolls must moreover exhibit good and rapid recovery.
These good dynamic properties, and in particular good and
rapid recovery, are also necessary in order that the roll surface
region deformed in the nip by the pressure of the counter roll
returns as rapidly as possible and as fully as possible to its
original shape and dimension after leaving the nip, and spe-
cifically also after operation of the roll for a very long period.
The usual method of providing the surfaces of rolls with the
performance properties required for their use is to provide, on
the surface of the rolls, a roll covering arranged on a roll core
and composed of material formulated with a view to the
required performance characteristics. Roll coverings of this
type are usually composed of materials which comprise a
matrix made of a rubber or of a mixture of two or more
rubbers, into which one or more fillers has/have been embed-
ded.

However, the mechanical and dynamic properties of rubber
rolls involve inversely correlated properties, because an
improvement in the mechanical properties of a rubber roll is
usually attended by impairment of the dynamic properties of
the roll, and on the other hand an improvement in the dynamic
properties of a rubber roll usually causes impairment of the
mechanical properties of the roll.

U.S. Pat. No. 6,538,071 B1 by way of example discloses a
roll covering made of a rubber composition which comprises
a crosslinked nitrile rubber, for example crosslinked hydro-
genated nitrile rubber, a metal acrylate salt, such as zinc
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2

diacrylate, a liquid acrylate compound, and a filler. However,
neither the mechanical properties nor the dynamic properties
of said rubber composition are entirely satisfactory.

BRIEF SUMMARY OF THE INVENTION

It is therefore an object of the present invention to provide
aroll covering which not only has excellent mechanical prop-
erties but also features excellent dynamic properties, and
therefore has excellent suitability for use in a roll used in a
high-speed sizing or coating assembly of a papermaking
machine or paperboard machine.

This object is achieved in the invention via a roll covering,
in particular for a roll for the treatment of a paper web,
paperboard web, or any other web of fibrous material in a
machine for the production and/or finishing of same, where
said roll covering encompasses at least one layer, and the at
least one layer comprises a rubber composition which com-
prises at least one (meth)acrylate compound and a rubber
component encompassing at least one crosslinked hydroge-
nated nitrile rubber, and where the at least one layer has
a) a recovery rate of at least 12 mm/sec. and/or a maximal

degree of plastic deformation of 0.9%, and
b) a maximal tan 8 value of 0.16 determined in accordance

with DIN 53513 at 60° C. in tension at 10 Hz, 15% static
elongation, and 1% dynamic elongation.

This achievement of the object is based on the surprising
discovery that it is possible to obtain a roll covering made of
a rubber composition with not only excellent mechanical
properties but also at the same time excellent dynamic prop-
erties, namely a low tan d value and low hysteresis, and in
particular with excellent recovery performance, by mixing a
(meth)acrylate compound with a very high degree of disper-
sion with a rubber component encompassing at least one
crosslinked hydrogenated nitrile rubber, and optionally with
other conventional filler(s) and additive(s). The rubber(s)
here form(s) the rubber component which forms the matrix of
the at least one layer of the roll covering, and said matrix
comprises, in embedded form, the at least one (meth)acrylate
compound and optionally other fillers and additives. The
excellent mechanical and dynamic properties of the roll cov-
ering of the invention and in particular its excellent recovery
performance, make it particularly suitable for use in a roll
which is used in a high-speed sizing or coating assembly of a
papermaking machine or paperboard machine, and which is
exposed, during its use, to enormous centrifugal forces and
deformation forces.

For the purposes of the present invention, rubber is any
vulcanized rubber, and specifically irrespective of whether
this means a vulcanized natural rubber or a vulcanized syn-
thetic rubber.

For the purposes of the present invention the expression
rubber component moreover denotes the entirety of all of the
crosslinked and uncrosslinked rubbers present in the rubber
composition, i.e. the matrix of the at least one layer of the roll
covering, whereas the expression rubber composition denotes
the entirety of all of the compounds present in the at least one
layer of the roll covering, i.e. the entirety of the crosslinked
and uncrosslinked rubbers, of the at least one (meth)acrylate
compound embedded therein, and of the optional other fillers
and additives.

For the purposes of the present invention the term (meth)
acrylate compound moreover means any of the compounds
which have at least one acrylate group and/or at least one
methacrylate group, i.e. in particular any of the molecular
compounds, ionic compounds, and, respectively, salts and
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complex compounds having at least one acrylate group and/or

at least one methacrylate group.

In a first particularly preferred embodiment of the present
invention, the at least one layer of the roll covering of the
invention has a recovery rate of at least 12 mm/sec., and this
can, as described above, be achieved in that the at least one
(meth)acrylate compound is mixed with a sufficiently high
degree of dispersion with the rubber component encompass-
ing at least one crosslinked hydrogenated nitrile rubber. Cor-
responding specific production processes are described at a
later stage below. Particularly good results are obtained with
this embodiment when the at least one layer of the roll cov-
ering has a recovery rate of at least 14 mm/sec., preferably a
recovery rate of at least 16 mm/sec. and particularly prefer-
ably a recovery rate of at least 18 mm/sec.

The recovery rate here is determined as follows in the
present invention: the at least one layer of the roll covering is
first used to produce five cylindrical test samples each of
diameter 13 mm and each of height 6 mm. A caliper gauge is
then used to determine the exact thickness of each test
sample. Each of the test samples in succession is then sub-
jected to pressure load in a dynamic tester, e.g. an MTS-831
dynamic tester from MTS, at 30° C.£2° C., using the force-
time curve below, where each cycle first applies a rectangular
force pulse for a period of 100 milliseconds and then a hold-
ing phase is implemented for a period of 900 milliseconds
with a force of 5 N, in order to avoid lifting of the hydraulic
ram of the tester from the test sample, and the displacement
signals and force signals are recorded during the cycle:

1. 300 cycles each using a force pulse of 100 N, where the
displacement signals and force signals are recorded with a
resolution of 20 Hz in each cycle, then

2. 5 cycles each with a force pulse of 100 N, where the
displacement signals and force signals are recorded with a
resolution of 200 Hz in each cycle, then

3. 300 cycles each with a force impulse of 200 N, where the
displacement signals and force signals are recorded with a
resolution of 20 Hz in each cycle, then

4. 5 cycles each with a force pulse of 200 N, where the
displacement signals and force signals are recorded with a
resolution of 200 Hz in each cycle, then

5. 300 cycles each with a force pulse of 300 N, where the
displacement signals and force signals are recorded with a
resolution of 20 Hz in each cycle, then

6. 5 cycles each with a force impulse of 300 N, where the
displacement signals and force signals are recorded with a
resolution of 200 Hz in each cycle, and then

7. 10 minutes of holding time at 5 N.

BRIEF DESCRIPTION OF THE DRAWING

The FIGURE is a graph illustrating displacement signals
and force signals for a cycle with one curve representing a
lesser force and the other curve representing a greater force.

DESCRIPTION OF THE INVENTION

The terms displacement signals and force signals here
mean the pairs of values for the thickness of the test sample
with the force applied at a given time. The FIGURE shows an
example of a graph depicting a large number of displacement
signals and force signals for respectively a cycle using a force
0ot 100 N (curve A) and a cycle using a force of 200 N (curve
B). The conduct of the cycles, each with a holding phase of
duration 900 milliseconds and with a force pulse phase of
duration 100 milliseconds simulates the passage of the roll
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covering through the nip and the subsequent unrestricted
movement of the roll covering outside of the nip.

The resultant data are used to calculate the time required
for each individual test sample to return to 80% of its original
thickness after each of the five cycles each using a force pulse
01300 N in which the displacement signals and force signals
were recorded with a resolution 0o£ 200 Hz. For each of the five
test samples, the arithmetic average value is calculated from
the five individual values thus determined, in order to deter-
mine the recovery rate for each test sample. The arithmetic
average value is then calculated from the five recovery rates.
This value is the recovery rate specified above.

In a second particularly preferred embodiment of the
present invention, the at least one layer of the roll covering of
the invention has a maximal degree of plastic deformation of
0.9%, and as described above this can be achieved in that the
at least one (meth)acrylate compound is mixed with a suffi-
ciently high degree of dispersion with the rubber component
encompassing at least one crosslinked hydrogenated nitrile
rubber. Specific production processes are described at a later
stage below. Particularly good results are obtained with this
embodiment when the at least one layer has a maximal degree
of plastic deformation of 0.7%, preferably of 0.5%, and par-
ticularly preferably of 0.3%.

The procedure for determining the degree of deformation
is as above for determining the recovery rate, but in each case
after the final 10 minutes of holding time at 5 N as in 7. the
thickness of the individual test samples is measured and used
to calculate the percentage quotient derived by dividing the
difference between the initial height and the height after the
holding time by the initial height. In other words, the degree
of' deformation is determined as ((H,-H,,)/H,,)-100, where H,,
denotes the initial thickness of the test sample and H, denotes
the thickness of the test sample after conduct of the force
cycles. The five degrees of deformation thus determined are
then used to calculate the arithmetic average value. This value
is the degree of deformation specified above.

In a third particularly preferred embodiment of the present
invention, the at least one layer of the roll covering of the
invention has not only a recovery rate of at least 12 mm/sec.,
preferably of at least 14 mm/sec., particularly preferably of at
least 16 mm/sec., and very particularly preferably of at least
18 mny/sec., but also a maximal degree of plastic deformation
01 0.9%, preferably of 0.7%, particularly preferably of 0.5%,
and very particularly preferably of 0.3%.

As described above, the at least one layer of the roll cov-
ering of the invention moreover has, in the invention, a maxi-
mal tan d value of 0.16, determined in accordance with DIN
53513 at60° C. intensionat 10 Hz, 15% static elongation, and
1% dynamic elongation. The tan d value is a measure of the
heat buildup that occurs in the rubber composition and that in
turn correlates with the hysteresis of the rubber composition,
where a low tan d value correlates with low hysteresis and
with low heat buildup. Like the recovery rate specified above
and the degree of plastic deformation specified above, said
low tan 8 value can be achieved in that the at least one
(meth)acrylate compound is mixed with a sufficiently high
degree of dispersion with the rubber component encompass-
ing at least one crosslinked hydrogenated nitrile rubber. Par-
ticularly good results are achieved when the at least one layer
has a maximal tan d value of 0.14, preferably of 0.12, and
particularly preferably of 0.10.

In order to achieve good wear resistance, it is proposed in
a continuation of the concept of the invention that the at least
one layer of the roll covering of the invention has a tear
strength of more than 14 N/mm, preferably of more than 15
N/mm, and particularly preferably of more than 16 N/mm.
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For the purposes of the present invention, the tear strength is
determined in accordance with DIN ISO 34-1, Method B,
Procedure B.

As described above, it is essential to the invention that the
at least one layer of the roll covering of the invention com-
prises at least one crosslinked hydrogenated nitrile rubber in
which the at least one (meth)acrylate compound has been
embedded in very finely dispersed form. In this context, the
term hydrogenated nitrile rubber means either fully hydroge-
nated nitrile rubber or else partially hydrogenated nitrile rub-
ber. It is preferable that the crosslinked hydrogenated nitrile
rubber is crosslinked partially hydrogenated nitrile rubber
where the degree of hydrogenation is preferably from 85 to
less than 100%, and particularly preferably from 90 to less
than 100%.

In respect of the mechanical and dynamic properties of the
roll covering it has moreover proven advantageous to add, to
the rubber composition of the at least one layer of the roll
covering, a crosslinked hydrogenated nitrile rubber with
acrylonitrile content of from 20 to 50% by weight, preferably
from 30 to 40% by weight, and particularly preferably from
33 t0 37% by weight, and accordingly with butadiene content
of from 50 to 80% by weight, preferably from 60 to 70% by
weight, and particularly preferably from 67 to 63% by
weight.

For the same reasons it is proposed, continuing the concept
of the invention, that the at least one crosslinked hydroge-
nated nitrile rubber has a Mooney viscosity of from 20 to 80,
and preferably from 30 to 70, determined in accordance with
DIN 53253-3.

In principle, the rubber component of the rubber composi-
tion can be composed entirely of one crosslinked hydroge-
nated nitrile rubber or of two or more different crosslinked
hydrogenated nitrile rubbers, where the rubber component
and thus also the rubber composition comprise no rubber
other than a crosslinked hydrogenated nitrile rubber or a
plurality of crosslinked hydrogenated nitrile rubbers.

To the extent that the present embodiment uses only one
type of hydrogenated nitrile rubber, the rubber composition
can be produced by mixing the at least one (meth)acrylate
compound into the uncrosslinked hydrogenated nitrile rubber
and achieving very fine dispersion of said (meth)acrylate
compound, before the resultant mixture is vulcanized. How-
ever, it is preferable first to mix the at least one (meth)acrylate
compound only into a portion of the uncrosslinked hydroge-
nated nitrile rubber, and to achieve very fine dispersion of said
(meth)acrylate compound, before this mixture is then mixed
with the remaining quantity of the hydrogenated nitrile rub-
ber and vulcanized. In principle it is also possible to produce
the rubber composition by mixing the at least one (meth)
acrylate compound into the crosslinked hydrogenated nitrile
rubber, and achieving very fine dispersion of said (meth)
acrylate compound; however, this alternative is less pre-
ferred.

To the extent that the present embodiment uses two or more
types of hydrogenated nitrile rubber, the rubber composition
can be produced by first mixing the at least one (meth)acrylate
compound into a first, uncrosslinked hydrogenated nitrile
rubber, and achieving a high degree of dispersion of said
(meth)acrylate compound, before a second, and optionally
one or more further, uncrosslinked hydrogenated nitrile rub-
ber(s) is/are mixed into the resultant mixture, and the result-
ant mixture is finally vulcanized. In an alternative to this it is
also possible, although less preferred, that the at least one
(meth)acrylate compound is first mixed into a first,
uncrosslinked hydrogenated nitrile rubber, and a high degree
of dispersion of said (meth)acrylate compound is achieved,
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before this mixture is vulcanized and then mixed with a
second, and optionally one or more further, crosslinked
hydrogenated nitrile rubber(s). Finally, it is also possible,
although even less preferred, that the at least one (meth)
acrylate compound is first mixed into a first, crosslinked
hydrogenated nitrile rubber, and a high degree of dispersion
of said (meth)acrylate compound is achieved, before this
mixture is mixed with a second crosslinked hydrogenated
nitrile rubber.

In an embodiment of the present invention that is an alter-
native to the above embodiment, the rubber component of the
rubber composition comprises, in addition to the at least one
crosslinked hydrogenated nitrile rubber, at least one other
rubber which differs from crosslinked hydrogenated nitrile
rubber and which is preferably selected from the group con-
sisting of crosslinked nitrile rubbers, crosslinked carboxy-
lated nitrile rubbers, crosslinked styrene-butadiene rubbers,
and any desired copolymers and/or mixtures of two or more
of the abovementioned crosslinked rubbers.

Production of the rubber composition can be achieved by
analogy with the variants described above in respect of the
embodiment in which the rubber component is composed
exclusively of hydrogenated nitrile rubber(s). In other words,
the rubber composition can be produced by first mixing the at
least one (meth)acrylate compound into an uncrosslinked
hydrogenated nitrile rubber, and achieving a high degree of
dispersion of said (meth)acrylate compound, before a second,
and optionally one or more further, uncrosslinked rubber
which differs from hydrogenated nitrile rubber is/are mixed
into the resultant mixture, and the resultant mixture is finally
vulcanized. In an alternative to this it is also possible, however
less preferred, that the at least one (meth)acrylate compound
is first mixed into an uncrosslinked hydrogenated nitrile rub-
ber, and very fine dispersion of said (meth)acrylate compound
is achieved, before this mixture is vulcanized, and then is
mixed with a second, and optionally one or more further,
rubber which differs from hydrogenated nitrile rubber.
Finally, it is also possible, although even less preferred, that
the at least one (meth)acrylate compound is first mixed into a
crosslinked hydrogenated nitrile rubber, and very finely dis-
persed, before this mixture is mixed with a second rubber
which differs from crosslinked hydrogenated nitrile rubber.

In this embodiment the rubber component preferably com-
prises from 1 to 60% by weight, particularly preferably from
5 to 50% by weight, and very particularly preferably from 15
to 40% by weight, of one, or a plurality of different,
crosslinked hydrogenated nitrile rubber(s), and preferably
from 40 to 99% by weight, particularly preferably from 50 to
95% by weight, and very particularly preferably from 60 to
85% by weight of one or more rubbers selected from the
group consisting of crosslinked nitrile rubbers, crosslinked
carboxylated nitrile rubbers, crosslinked styrene-butadiene
rubbers, and any desired copolymers and/or mixtures of two
or more of the abovementioned crosslinked rubbers.

As described above, the at least one (meth)acrylate com-
pound present in the at least one layer of the roll covering of
the invention can be any desired molecular compound, ionic
compound, or complex compound having at least one acry-
late group and/or at least one methacrylate group. However,
good results are in particular obtained when the at least one
(meth)acrylate compound is selected from the group consist-
ing of zinc monoacrylates, zinc diacrylates, zinc
monomethacrylates, zinc dimethacrylates, lithium acrylates,
lithium methacrylates, sodium acrylates, sodium methacry-
lates, potassium acrylates, potassium methacrylates, magne-
sium acrylates, magnesium methacrylates, calcium acrylates,
calcium methacrylates, aluminum acrylates, aluminum meth-
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acrylates, copper acrylates, copper methacrylates, ammo-
nium acrylates, ammonium methacrylates, quaternary
ammonium acrylates, quaternary ammonium methacrylates,
alkyldiol monoacrylates, alkyldiol diacrylates, alkyldiol
monomethacrylates, alkyldiol dimethacrylates, trimethylol-
propane trimethacrylates, and any desired mixtures of two of
more of the abovementioned compounds.

The at least one (meth)acrylate compound is particularly
preferably selected from the group consisting of zinc
monoacrylates, zinc diacrylates, zinc monomethacrylates,
zinc dimethacrylates, butanediol dimethacrylates, trimethy-
lolpropane trimethacrylates, and any desired mixtures of two
or more of the abovementioned compounds. The zinc
monoacrylates and zinc monomethacrylates have a monova-
lent (meth)acrylate anion and a divalent zinc ion, and can have
any desired monovalent anion as second negative group to
produce charge neutrality, a preferred example being a
hydroxide ion, a chloride ion, a bromide ion, or an iodide ion.

In order to achieve the desired improvement in both
dynamic and also recovery performance, it is proposed, con-
tinuing the concept of the invention, that the rubber compo-
sition comprises, based on 100 parts by weight of the rubber
component, from 1 to 20 parts by weight, preferably from 5 to
15 parts by weight, and particularly preferably from 7.5 to
12.5 parts by weight, for example 10 parts by weight, of the at
least one (meth)acrylate compound.

The rubber composition of the at least one layer of the roll
covering of the invention can optionally comprise further
fillers and/or additives alongside the at least one crosslinked
hydrogenated nitrile rubber and the at least one (meth)acry-
late compound.

In order to reinforce the matrix and in order to tailor the
properties of the roll covering in respect of the planned use of
the roll encompassing the roll covering, it can be advanta-
geous to add a reinforcing filler to the at least one layer of the
roll covering of the invention. The reinforcing filler can by
way of example be carbon black and/or silica, or else an
inorganic compound such as calcium carbonate, or a mineral
such as mica.

It is preferable that the at least one layer of the roll covering
of the invention comprises, based on 100 parts by weight of
the rubber component, from 1 to 150 parts by weight, prefer-
ably from 10 to 100 parts by weight, particularly preferably
from 20 to 70 parts by weight, and very particularly prefer-
ably from 40 to 50 parts by weight, of carbon black, for
example 45 parts by weight of carbon black. Carbon black
that can be used here is any of the types of carbon black
known to the person skilled in the art, and preferably carbon
black with a specific BET surface area of from 5 to 120 m*/g.

In addition to the abovementioned embodiment, or as alter-
native thereto, the at least one layer of the of the invention can
comprise, based on 100 parts by weight of the rubber com-
ponent, from 1 to 100 parts by weight, preferably from 5 to 40
parts by weight, and particularly preferably from 10 to 20
parts by weight, of silica, for example 15 parts by weight of
silica. Silica used here can be any of the types of'silica known
to the person skilled in the art, and preferably silica with a
specific BET surface area of from 5 to 210 m?/g.

When the at least one layer of the roll covering of the
invention comprises silica, it is moreover preferable to use
this in combination with a silane coupling agent, in order to
increase the compatibility of the rubber matrix with the silica
and thus to improve the dispersion of the silica in the matrix.
Silane coupling agent used can be any of the compounds
known to the person skilled in the art, for example sulfide-
type silane coupling agents, such as bis(3-triethoxysilylpro-
pyDtetrasulfide, bis(2-triethoxysilylethyl)tetrasulfide, bis(3-
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trimethoxysilylpropyl)tetrasulfide, bis(2-
trimethoxysilylethyl)tetrasulfide, bis(3-triethoxysilylpropyl)
trisulfide, bis(3-trimethoxysilylpropyl)trisulfide and the like,
mercapto-type silane coupling agents, such as 3-mercapto-
propyltrimethoxysilane, 3-mercaptopropyltriethoxysilane,
2-mercaptoethyltrimethoxysilane, 2-mercaptoethyltriethox-
ysilane and the like, vinyl-type silane coupling agents, such as
vinyltriethoxysilane, vinyltrimethoxysilane, and the like,
amino-type silane coupling agents, such as 3-aminopropyl-
triethoxysilane, 3-aminopropyltrimethoxysilane, and the
like, glycidoxy-type silane coupling agents, such as y-glyci-
doxypropyltriethoxysilane, y-glycidoxypropyltrimethoxysi-
lane, and the like, nitro-type silane coupling agents, such as
3-nitropropyltrimethoxysilane, 3-nitropropyltriethoxysilane,
and the like, and chloro-type silane coupling agents, such as
3-chloropropyltrimethoxysilane, 3-chloropropyltriethoxysi-
lane, and the like.

The rubber composition can moreover comprise—as an
alternative to, or in addition to, carbon black and/or silica—at
least one filler and/or additive preferably selected from the
group consisting of plasticizers, antioxidants, resins, polymer
fillers, pigments and any desired mixtures of two of more of
the abovementioned compounds.

Plasticizers or antioxidants that can have been added to the
rubber composition of the at least one layer of the roll cover-
ing of the invention are any of the plasticizers and/or antioxi-
dants known for this purpose to the person skilled in the art,
where the preferred quantity present of the plasticizer is from
01to 30 parts by weight and with preference from O to 15 parts
by weight, and the preferred quantity present of the antioxi-
dant is from 0 to 5 parts by weight and with preference from
1 to 4 parts by weight, based in each case on 100 parts by
weight of the rubber component.

Inorderto adjust the hardness of the at least one layer of the
roll covering of the invention to a desired value, it can by way
of'example be preferable to add at least one resin to the rubber
composition of the at least one layer. Good results are in
particular obtained here when the at least one resin is a phe-
nolic resin and/or an acrylate resin. In this embodiment the
quantity of the at least one resin is preferably from more than
0 to 80 parts by weight, particularly preferably from 2 to 40
parts by weight, and very particularly preferably from 5 to 30
parts by weight, based on 100 parts by weight of the rubber
component.

In order to increase the abrasion resistance of the at least
one layer of the roll covering of the invention and to adjust
same to a desired value, it is proposed, continuing the concept
of the invention, that the rubber composition comprises,
based on 100 parts by weight of the rubber component, from
more than 0 to 80 parts by weight, preferably from 2 to 40
parts by weight, and particularly preferably from 5 to 30 parts
by weight, of at least one polymer filler. The at least one
polymer filler here is preferably selected from the group
consisting of polyolefins, polyamides, polyurethanes, poly-
esters, rubbers, and any desired mixtures of two or more of the
abovementioned compounds. Examples that may be men-
tioned of suitable rubbers for the polymer filler are
crosslinked natural rubbers, crosslinked styrene-butadiene
rubbers, crosslinked chloroprene rubbers, crosslinked nitrile
rubbers, crosslinked hydrogenated nitrile rubbers,
crosslinked carboxylated nitrile rubbers, and any desired
copolymers and/or mixtures of two or more of the abovemen-
tioned crosslinked rubbers. The polymer filler is particularly
preferably made of polyethylene or of polypropylene, and is
very particularly preferably made of a high-density polyeth-
ylene.
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The median particle diameter (ds,) of the polymer filler is
preferably from 1 pm to 500 um, and with preference from 10
pum to 150 pm. In agreement with the conventional definition
of'this parameter, the term median particle diameter ds, of the
polymer filler means the particle diameter value that is greater
than the value for 50% of the particles present in the polymer
filler, i.e. 50% of all the particles in the polymer filler have a
smaller diameter than the d,, value. The roll covering in the
invention encompasses at least one layer composed of the
rubber composition described above. Since said layer has
very good mechanical properties and also excellent dynamic
properties, for example in particular a low tan d value, and in
particular has excellent recovery performance, this at least
one layer preferably forms the outer layer of the roll covering.
Good results are in particular achieved in this embodiment
when the thickness of the at least one layer is from 5 to 25 mm.

In an alternative and particularly preferred embodiment of
the present invention, the roll covering is composed of the at
least one layer, and in this embodiment it is particularly
preferable that the thickness of the roll covering is from 5 to
25 mm.

As described above, the roll covering of the invention can
in particular be produced by a process in which the at least one
(meth)acrylate compound is mixed with a high degree of
dispersion into uncrosslinked hydrogenated nitrile rubber,
and is finely dispersed therein, before further uncrosslinked
hydrogenated nitrile rubber or another uncrosslinked rubber
is optionally added to the resultant mixture, and the resultant
mixture is vulcanized.

The present invention further provides a process for the
production of the roll covering described above of the inven-
tion, which encompasses the following steps:

a) provision of an uncrosslinked hydrogenated nitrile rubber,
b) mixing and dispersion of at least one (meth)acrylate com-
pound into the uncrosslinked hydrogenated nitrile rubber

provided in the step a),
¢) mixing of at least one crosslinking agent and optionally of

another rubber into the material, where said rubber is pref-

erably selected from the group consisting of uncrosslinked
hydrogenated nitrile rubbers, uncrosslinked nitrile rub-
bers, uncrosslinked carboxylated nitrile rubbers,
uncrosslinked styrene-butadiene rubbers, and any desired
copolymers and/or mixtures of two or more of the above-
mentioned crosslinked rubbers, and

d) vulcanization of the mixture produced in the step c).

It is also possible that the steps a) and b) are carried out
simultaneously here.

It is possible here that the uncrosslinked hydrogenated
nitrile rubber added in the step c¢) is the same as the
uncrosslinked hydrogenated nitrile rubber provided in the
step a), or that it differs therefrom by way of example in
respect of molecular weight or acrylonitrile content. It is
moreover possible to carry out the steps b) and ¢) simulta-
neously or in succession.

In an alternative embodiment of the present invention, a
process for the production of the roll covering described
above of the invention encompasses the following steps:

a) provision of an uncrosslinked hydrogenated nitrile rubber,

b) mixing and dispersion of at least one (meth)acrylate com-
pound into the uncrosslinked hydrogenated nitrile rubber
provided in the step a), and mixing of at least one crosslink-
ing agent into the mixture,

¢) vulcanization of the mixture produced in the step b), and

d) mixing of the mixture obtained in the step ¢) with a rubber
which is preferably selected from the group consisting of
crosslinked hydrogenated nitrile rubbers, crosslinked
nitrile rubbers, crosslinked carboxylated nitrile rubbers,
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crosslinked styrene-butadiene rubbers, and any desired

copolymers and/or mixtures of two or more of the above-

mentioned crosslinked rubbers.

Inthis embodiment itis again possible to carry out the steps
a) and b) simultaneously.

Again in this embodiment the crosslinked hydrogenated
nitrile rubber added in the step d) can be the same as the
crosslinked hydrogenated nitrile rubber produced by vulca-
nization in the step ¢) or can differ therefrom by way of
example in respect of molecular weight or acrylonitrile con-
tent. In the step b), the mixing of the at least one crosslinking
agent into the mixture can take place simultaneously or sepa-
rately, i.e. before or after, the mixing of the at least one
(meth)acrylate compound into the mixture.

The two process variants above can use, as vulcanizing
agent, any compound known for this purpose to the person
skilled in the art, and specifically in particular sulfur, one or
more vulcanizing agents based on polysulfides, one or more
vulcanizing agents based on thiourea compounds, one or
more vulcanizing agents based on triazine derivatives, and/or
one or more vulcanizing agents based on peroxide com-
pounds, particular preference being given here to vulcanizing
agents based on peroxide compounds.

It is moreover possible in the appropriate steps to add one
or more vulcanization accelerators in addition to the vulca-
nizing agent. Vulcanization accelerators that can be used here
are any of the compounds known for this purpose to the
person skilled in the art. Mention may be made of the follow-
ing merely by way of example: sulfenamide compounds, such
as N-cyclohexyl-2-benzothiazylsulfenamide, thiazol com-
pounds, such as 2-mercaptobenzothiazole, and thiuram com-
pounds, such as tetramethylthiuram monosulfide and tetram-
ethylthiuram disulfide.

The vulcanization can be carried out under the usual con-
ditions of pressure and temperature known to the person
skilled in the art, and specifically by way of example in an
autoclave at a temperature of from 40 to 170° C., and prefer-
ably from 90 to 160° C., and at a pressure of from 2 to 10 bar,
and preferably from 3 to 5 bar.

The present invention also provides a roll covering obtain-
able by any of the processes described above. A feature of the
roll covering of the invention is that the at least one (meth)
acrylate compound is present in very fine dispersion in the
rubber component, thus providing the excellent mechanical
and dynamic properties described above and in particular the
excellent recovery performance described above.

The present invention also provides a roll with a roll core
and with a resilient roll covering, of the composition
described above, formed on the roll core.

The present invention further provides the use of the roll
described above in a papermaking machine or paperboard
machine, and preferably in a film press, in a size press, in a
coating assembly, or in a coater.

What is claimed is:

1. A roll covering, comprising:

at least one layer of a rubber composition containing at

least one (meth)acrylate compound and a rubber com-
ponent;

said rubber component encompassing at least one

crosslinked hydrogenated nitrile rubber and said (meth)

acrylate compound being finely dispersed in said nitrile

rubber, configuring said at least one layer to have:

a) a recovery rate of at least 12 mm/s and/or a maximal
degree of plastic deformation of 0.9%; and

b) a maximal tan d value of 0.16 determined in accor-
dance with DIN 53513 at 60° C. in tension at 10 Hz,
15% static elongation, and 1% dynamic elongation.
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2. The roll covering according to claim 1, wherein said at
least one layer has at least one feature selected from the group
consisting of a recovery rate of at least 14 mm/sec, a maximal
degree of plastic deformation of 0.7%, a maximal tan 8 value
01 0.14, and a tear strength of more than 14 N/mm.

3. The roll covering according to claim 1, wherein said at
least one layer has a recovery rate of at least 18 mm/sec, a
maximal degree of plastic deformation of 0.3%, a maximal
tan d value 0 0.10, and a tear strength of more than 16 N/mm.

4. The roll covering according to claim 1, wherein said at
least one crosslinked hydrogenated nitrile rubber has an acry-
lonitrile content of from 20% to 50% by weight.

5. The roll covering according to claim 1, wherein said
rubber component of said rubber composition is composed
entirely of one crosslinked hydrogenated nitrile rubber or of
two or more different crosslinked hydrogenated nitrile rub-
bers.

6. The roll covering according to claim 1, wherein said
rubber component of the rubber composition comprises, in
addition to the at least one crosslinked hydrogenated nitrile
rubber, at least one other rubber which differs from
crosslinked hydrogenated nitrile rubber selected from the
group consisting of crosslinked nitrile rubbers, crosslinked
carboxylated nitrile rubbers, crosslinked styrene-butadiene
rubbers, and any desired copolymers and/or mixtures of two
or more of the crosslinked rubbers.

7. The roll covering according to claim 6, wherein said
rubber component comprises from 1 to 60% by weight of one
or a plurality of different, crosslinked hydrogenated nitrile
rubber(s), and from 40 to 99% by weight of one or more
rubbers selected from the group consisting of crosslinked
nitrile rubbers, crosslinked carboxylated nitrile rubbers,
crosslinked styrene-butadiene rubbers, and any desired
copolymers and/or mixtures of two or more of these
crosslinked rubbers.

8. The roll covering according to claim 6, wherein said
rubber component comprises from 15 to 40% by weight of
one or a plurality of different, crosslinked hydrogenated
nitrile rubbers, and from 60 to 85% by weight of one or more
rubbers selected from the group consisting of crosslinked
nitrile rubbers, crosslinked carboxylated nitrile rubbers,
crosslinked styrene-butadiene rubbers, and any desired
copolymers and/or mixtures of two or more of these
crosslinked rubbers.

9. The roll covering according to claim 1, wherein said at
least one (meth)acrylate compound is selected from the group
consisting of zinc monoacrylates, zinc diacrylates, zinc
monomethacrylates, zinc dimethacrylates, lithium acrylates,
lithium methacrylates, sodium acrylates, sodium methacry-
lates, potassium acrylates, potassium methacrylates, magne-
sium acrylates, magnesium methacrylates, calcium acrylates,
calcium methacrylates, aluminum acrylates, aluminum meth-
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acrylates, copper acrylates, copper methacrylates, ammo-
nium acrylates, ammonium methacrylates, quaternary
ammonium acrylates, quaternary ammonium methacrylates,
alkyldiol monoacrylates, alkyldiol diacrylates, alkyldiol
monomethacrylates, alkyldiol dimethacrylates, trimethylol-
propane trimethacrylates, and any of a plurality of mixtures of
two or more of these compounds.

10. The roll covering according to claim 1, wherein said at
least one (meth)acrylate compound is selected from the group
consisting of zinc monoacrylates, zinc diacrylates, zinc
monomethacrylates, zinc dimethacrylates, butanediol
dimethacrylates, trimethylolpropane trimethacrylates, and
any of a plurality of mixtures of two of more of these com-
pounds.

11. The roll covering according to claim 1, wherein said
rubber composition comprises, based on 100 parts by weight
of'said rubber component, from 1 to 20 parts by weight of said
at least one (meth)acrylate compound.

12. The roll covering according to claim 1, wherein said
rubber composition further comprises, based on 100 parts by
weight of the rubber component, from 1 to 150 parts by
weight of carbon black.

13. The roll covering according to claim 12, wherein said
carbon black has a specific BET surface area of from 5 to 120
m?/g.

14. The roll covering according to claim 1, wherein said
rubber composition further comprises, based on 100 parts by
weight of said rubber component, from 1 to 100 parts by
weight of silica.

15. The roll covering according to claim 14, wherein said
silica has a specific BET surface area of from 5 to 210 m*/g.

16. The roll covering according to claim 1, wherein said
rubber composition further comprises at least one filler and/or
one additive selected from the group consisting of plasticiz-
ers, antioxidants, resins, polymer fillers, pigments and any of
a plurality of mixtures of two or more of the aforementioned
compounds.

17. The roll covering according to claim 16, wherein said
rubber composition comprises, based on 100 parts by weight
of said rubber component, from more than 0 to 80 parts by
weight of at least one resin.

18. The roll covering according to claim 16, wherein said
rubber composition comprises, based on 100 parts by weight
of said rubber component, from more than 0 to 80 parts by
weight of at least one polymer filler selected from the group
consisting of polyolefins, polyamides, polyurethanes, poly-
esters, rubbers, and any of a plurality of mixtures of two or
more of the polymer fillers.

19. The roll covering according to claim 1, wherein said at
least one layer is an outer layer of the roll covering and has a
thickness of from 5 to 25 mm.
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